DIY .410 
SHOT PISTOL 


Construction Plans 


All pages included should be printed out on A4 paper. Each component template is drawn 
to scale and can be cut out and glued to their respective thickness of material or used as a 

reference for measurements. Make sure the ruler at the bottom left of each sheet is 2 inches 
in length. Alternatively, take a screen-shot and enlarge the plans using a computer program 


until the ruler is the correct length, then trace the parts needed onto a sheet of paper taped 
over your computer's screen. 
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Professor Parabellum 


Right Side Plate 


3mm thick Mild Steel Plate 


Print on A4 paper 


2 inches 


Left Side Plate 


3mm thick Mild Steel Plate 


Print on A4 paper 


2 inches 


Frame web 


Bend to shape from an 8mm wide strip of 2mm to 3mm thick steel 


Print on A4 paper 


2 inches 


An extra strip of steel is welded to the frame web 
for the trigger spring to rest against 


With the web positioned between both side plates, weld a bead around contact areas. 
Grind smooth using an angle grinder fitted with a flap disc 


Breech plate 


Cut from a 22mm x 31mm piece of 5mm to 6mm thick mild steel plate 


Chamfer rear using a 7mm dia drill bit. 


Template 


22mm 


Hole: 3.5mm 


Print on A4 paper 


2 inches 


Weld 


Drill and tap through a 3mm dia steel pin 


Hammer and trigger 


Cut from either 8mm thick plate or two pieces of 4mm thick plate welded together. 


Components are held in frame via 5mm diameter, 15mm long steel pins 


Drill a blind hole pocket for 


a small compression spring 


Hammer strut (3mm thick plate) 
Spring rest (4mm thick plate) 
10mm 
(6mm hole) 


The main spring should be a compression spring 
approximately 60mm long, around 5mm ID and of the 


2 inches thickest wire gauge available. 


Print on A4 paper 


Firing pin 


The firing pin is held in a removable drum which is friction fit into a hole in the hammer. 


First a 5mm dia blind hole is drilled into a section of 8mm dia steel round bar to a depth of 5mm. 


The firing pin is made from a 15mm length of 5mm dia ‘silver steel’ bar stock. The shank of a drill bit 
or screwdriver will be suitable for this purpose. 


5mm 


Barrel 


The barrel is made from a 200mm length of 3/8” ID schedule 40 pipe sleeved into a section of 1” ID pipe. 
An angle grinder fitted with a flap wheel will need to be used to grind down the outside of the 3/8” ID tube 
so that it may fit snuggly into the 1” ID tube. Alternatively a commercial rifled .45 Long Colt barrel blank 
may be used. 


PIPE SCHEDULES & WEIGHTS 
0.405 0.068 


Barrel lug / Extractor housing 


Weld to outer barrel. 


Side plates x2 


2mm thick mild steel plate 


Lug housing is positioned approximately 
7mm from front of barrel, aligned and held 
using a clamp with a 4mm thick steel insert 
between each piece. 


Lug insert 


4mm thick mild steel plate 


oF 


The middle hole accepts a 3mm dia pin 


Print on A4 paper to keep the extractor captive. 


2 inches 


Extractor 


Cut out and filed to profile from a 65mm length of 6mm thick steel plate. 


61.5mm 


9mm 


4mm 


39mm 


4.5mm 14mm 


6mm 


Top filed 0.9mm deep to match 
curve of cartridge 


Extractor slot 


A slot is cut into both the inner and outer barrel using a dremel fitted with a reinforced slitting disc 
or a good set of small hand files. The slot should allow the extractor to sit flush and easily operate. 


Inner barrel seated 1.5mm deep 
to accommodate cartridge rim 


4.5mm 


6mm 


Extractor in position 


Extractor Actuator 


4mm thick steel plate 


Sits between barrel lug plates when assembled. 


Print on A4 paper 


2 inches 


A front sight bead can be made by cutting away and modifying a section of a partially threaded m3 bolt. 
The cut section of neck is then rounded by chucking it up in a drill and using a file. 


6mm 


A hole is drilled into the barrel using a 2.5mm bit and threaded using an m3 tap. 
Apply loctite to the threads. 


Barrel Release Catch Assembly 


The catch plate is cut from 3mm thick mild steel plate. The side plates should be used to locate the 
positions of the two holes which should be spaced around 13mm apart. 


23mm 


Holes: 5mm dia 
8mm 


Into the first hole a 7mm length of 5mm dia round bar is inserted and welded from the rear. This pin enters through 
one side plate and into the barrel lug, locking the barrel assembly when closed. 


Weld or braze 


File top of pin into a slight ramp profile 
allowing it to auto engage when closing barrel. 


The spring bar is made from a 25mm length of 5mm dia steel bar. 10mm of which is reduced in diameter to 
4mm. If a lathe is unavailable this may be done by chucking the bar in a drill and carefully holding a file 
against it until it is turned down in diameter. 


25mm 


5mm 
4mm 


10mm 


For the release button, a 10mm section of 10mm dia steel round bar is drilled through using a 4mm bit 
into which the reduced section bar stock is inserted. When assembled this may be retained through 
friction, loctite or silver solder. Alternative if a tap & die set is availabe the parts may be threaded. 


6mm ID Compression spring, approximately 15mm long. 


Hole in left side plate is drilled using a 10mm bit to accept spring and button. 


Closed 


When pressed 


Grip panels 


1/2” (12mm) hardwood 


Print on A4 paper 


2 inches 
Sand and apply Boiled Linseed Oil 


Each grip panel is marked though the cut-out in the side plates to give the location of the position to 
leave embossed. The material around this section is removed leaving a 3mm high portion. 


The hole in one grip panel is enlarged to fit an m5 nut which is epoxied in place. The panels are retained 
using a 23mm long m5 bolt, the head of the bolt seated flush in the opposite panel. 


Forearm 


15mm thick hardwood 


M5 Mild Steel Nut welded or brazed to barrel 


M5 x 15mm Socket Head bolt 


1:1 


135mm 


29mm 


Drill through with a 5mm dia bit. Pockets for socket head 
and nut on both top and bottom are drilled 5mm deep using 
an 8.5mm bit 


81mm 


Scallop top to match curvature of barrel. 


Cut for trigger guard clearance 


Sand and apply boiled linseed oil. 


Print on A4 paper 


2 inches 


Need something bigger...? 


Vol. 25 
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Construction Plans 


